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MULTI-STAGE SYSTEMS FOR WASTE WATER
~ OXIDATION -

The present invention is directed to water treatment
systems, and, more particularly, is directed to aerobic

activated sludge treatment system for waste water such
as sewage.

The accelerating necessity for protectlon of the envi-

3

ronment has emphasized the need for development of 10

technology to aid in pollution control, such as waste
water treatment technology. The use of oxygen in place
of air in activated-sludge processes is one development
in respect of aerobic, activated sludge wastewater treat-
ment technology. In conventional oxygen treatment

15

systems, high-purity oxygen is used as the source of

oxygen for the microorganisms in an aeration basin, as
ocpposed to using air as the oxygen ‘source as is done in
various other types of conventional activated sludge
systermis, |

Conventional oxygenation systems may use a cov-
ered and multi-staged oxygenation basin for contact of
oxygen gas and mixed liquor. High-purity oxygen (e.g.,
90-100 percent oxygen by volume) enters the first stage
of the system and flows concurrently with the waste
water being treated through the oxygenation basin sys-
tem as shown in FIG. 1. The gas pressure in conven-
tional oxygen systems is essentially atmospheric, but is
used to maintain control and prevent backmixing from
stage to stage. Effluent mixed liquor from the oxygena-
tion basin system outlet is separated in conventional
gravity clarifiers, and the thickened sludge is recycled
to first stage for contact with influent waste water.

Mass transfer and mixing within each stage of con-
ventional oxygen systems is accomplished either with
surface aerators or with a submerged-turbine rotating-
sparge system. In the case of surface aerators, mass
transfer occurs 1n the gas spaces of the closed tanks. In
the case of submerged turbine spargers, gas is sparged
into the mixed liquor where mass transfer occurs from
the gas bubbles to the bulk liquid. In both cases, the
mass-transfer process utilizes the high oxygen-partial
pressure maintained under the tank covers in each stage.
As a consequence of the increased oxygen-partial pres-
sure, it 1s feasible to maintain higher dissolved oxygen
(DO) levels in the mixed liquor relative to those achiev-
able 1n such apparatus with air. Thus, the effective
transfer efficiency of a mass-transfer device in oxygen
service will be greater than its standard transfer effi-
ciency, whereas the opposite is true with the same de-
vice operating in air.

The selection of the number of stages, the number of
parallel biological reactors, and the type of mass-trans-
fer device to employ are variables that depend on waste
characteristics, plant size, land availability, treatment
requirements, and other simtlar conmderatmns In accor-
dance with conventional practlce

Technical literature reviews have reported that pa-
rameters such as solids settleability, thickening and
dewatering, treatment capacity and effluent quality,
substrate utilization rates of activated sludge produced,
and waste sludge capacity of pure oxygen vs. air acti-
vated sludge systems may be generally comparable and
that these parameters may not be substantially affected
by high DO levels. [Kalinske, A. A., “Comparison of
Air and Oxygen Activated Sludge Systems”, JWPCF,
48, 2472, 1976; Benefield, L. D., et al., “The Effect of

High Purity Oxygen on the Activated Sludge Process”,
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JWPCF, 49, 269, 1977; see also A. J. Engande, et al.,
“Oxygen Concentrations and Turbulence as Parameters
of Activated Sludge Scale-Up”, Water Resources Sym-
posium No. 6, Center for Research in Water Resources,
University of Texas at Austin, 1973; J. E. Ball, et al.,
“Comparison of Air and Oxygen Actwated Sludge
Kinetics and Settleability”, Water Resources Sympo-
sium No. 6, Center for Research in Water Resources,
University of Texas at Austin, 1973].

However, the maintenance of high dissolved oxygen
(DO) levels in the mixed liquor is also said in the litera-
ture to contribute to a highly aerobic biological mass
that flocculates well and has enhanced settling charac-
teristics relative to air systems, so that a relatively high
level of mixed liquor suspended solids (MLSS) (e.g.,
4,000-8,000 mg/1) can be carried in the pure oxygen
biological reactor system. High DO levels are also re-
ported to contribute to lower excess solids production
than is commonly achieved with various conventional
air-activated sludge systems at comparable biomass
loadings [“Oxygen Activated Sludge Waste Water
Treatment Systems”, Environmental Protection
Agency Technology Transfer Seminar Publication
1973)].

However, because conventional covered oxygen
systems require the availability of high-purity oxygen
gas in large quantities, such systems generally include
expensive large-tonnage cryogenic air-separation instal-
lations to produce high-purity oxygen gas. Such cryo-
genic installations are complicated, expensive to build
and expensive to operate. Such costs are a substantial
disadvantage for oxygen systems.

Accordingly, it is an object of the present invention
to provide improved aerobic waste water treatment
systems of the pure oxygen type, which do not require
high volume utilization of pure oxygen. It is a further
object of the invention to provide such improved aero-
bic waste treatment systems which produce a high DO
system effluent. These and other objects of the present
invention will become apparent from the following
drawings, of which:

FIG. 1 as previously referred to, is a schematic illus-
tration of a conventional oxygen sewage treatment sys-
tem,

FIG. 2 is a top view of an embodiment of an aerobic
treatment system in accordance with the present inven-
tion,

FIG. 3 is a perspective view of one aeration basin
train of the system of FIG. 2, and

FIG. 4 is a cross-sectional view, partially broken

away of one of the tank rows of the aeration basin sec-
tion of FIG. 3.

Generally, aeration systems in accordance with the
present invention include aeration basin means for aero-
bic activated-sludge treatment of sewage influent, com-
prising a staged plurality of complete-mix aeration tanks
having different levels of treatment parameters. Further
In accordance with the invention, a plurality of serially
connected activated sludge aeration zones is desirably
provided each of which utilizes air as the oxygen
source, and a final aeration activated sludge zone is
provided which may utilize relatively pure oxygen (i.e.,
at least 80% and preferably at least 90% oxygen by
volume) as an oxygen source.

In operation, the raw or pretreated sewage is intro-
duced into the staged aeration zones and subjected to
staged mixing and oxygenation conditions such that at
least 80% of the oxygen utilized in aeration treatment of
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the influent in passing through the system is provided in
the form of atmospheric oxygen, with the remainder
being provided in the form of relatively pure oxygen.
The oxidation is carried out in at least two treatment
zones, comprising an initial zone or zones and a final
zone. The initial zone(s) provides conditions of high
rate mixing and oxygenation with atmospheric oxygen
(air) to treat the predominant portion of the biological
oxygen demand of the influent, while the final zone
provides conditions of low rate mixing and oxygenation
with relatively pure oxygen, and relatively high dis-
solved oxygen content. The retention time of @ of the
initial zone(s) (i.e., the zone fluid volume divided by the
treatment flow rate) should be limited such that the
oxygen uptake rate, U, within the first treatment zone is
at least 20 mg of oxygen per liter hour of zone fluid
volume, and an oxygenation intensity of equal or
greater magnitude is provided (equal to or greater than
the oxygen uptake rate, U, within this first treatment
zone) so that the treatment zone is not oxygen limited.
As indicated, the initial zone(s) will have high oxygena-
tion rate, high oxygenation intensity conditions with
relatively high mixing rate as indicated by a mean ve-
locity gradient G greater than about 100 seconds—!.
Further 1n this connection, the energy dissipation rate E
(E=2P/ ¥ where P is the power transferred to the zone
liquid and ¥ is the zone volume) should be greater than
about 100 horsepower per million gallons of zone vol-
ume (Hp/MG). The mixing intensity in the initial zone
accordingly provides effectively homogenous atmo-
spheric oxygen aeration conditions which are neither
acration nor growth limited. The mixed liquor in the
initial tanks or zones is subjected to such conditions of
vigorous mixing and aeration with atmospheric air,
under sufficient hydraulic retention time conditions that
the BODs of influent passing through the initial air
treatment zone(s) is reduced by at least about 90%.
Generally, the hydraulic retention time of the initial
zone(s) should be in the range of from about 65% to
about 95% of the total hydraulic retention time of the
initial and final zones. More specifically, the hydraulic
retention time of the initial zone(s) should best be about
3.5 hours or less. ,

The mixed liquor influent to the final aeration treat-
ment zone, as indicated, retains less than about 10 per-
cent of the BODs of the raw influent to the initial zone,
and will desirably have a BOD5 of about 50 mg/liter or
less in the treatment of normal types of municipal waste
water. The final basin utilizes relatively pure oxygen for
mixed-liquor aeration, and is desirably maintained at a
relatively high dissolved oxygen content of at least
about 3 mg/liter, velocity gradient G of less than about
100 seconds—!, and preferably under mean velocity
gradient conditions of from about 40 to about 60 se-
conds—!. The energy dissipation rate E in the final
oxygenation zone will generally be less than about 60
Hp/MG.

The final aeration zone utilizing pure oxygen as an
oxygen source provides a mixed liquor effluent having
a BOD:s of less than about 30 mg/liter for normal mu-
nicipal waste water treatment and having a dissolved
oxygen content of at least about 3 mg/liter. The hydrau-
lic retention time of the final oxygenation zone should
be from about 5 to about 35% of the total hydraulic
retention time of the total aeration zone system. More
specifically, the retention time of the final zone should
best be in the range of from about 12 to about 60 min-
utes.
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4

The mean velocity gradient G of the initial and final
zones previously referred to may be represented as:

E=\|_f_’_
[T

where P is the power transferred to the liquid in foot-
pounds per second, u is the dynamic viscosity of the
liquid in pound-seconds/ft2, and ¥ is the liquid volume
of the aeration zone or basin in cubic feet. The power P
transferred to the liquid may be determined according
to conventional practice, and in this connection, for
example, the power P (including its components if mul-
tiple power sources are present) may be determined
from various readily measurable operating parameters
of the apparatus utilized for oxygenation and/or mixing
in the aeration zone.

For example, the power Ppump (due to liquid pump-
ing) and the power P, (due to adiabatic expansion)
introduced by a gas-liquid contactor of the jet aeration
type may be represented as:

Poump=Qpgh

where
Q is the liquid flow rate,
pg 1s the weight density of pumped fluid and
h is the head loss

gpm X head (ft)

(Ppump fOI‘ water =— 7‘2

(in ft-16/sec)

Pgir=81.5Qa log ((h+34)/34)

where

Qa 1s the air flow in cfm, and

h is the depth of gas release, ft

Likewise the power Py from an air-only diffusion
system would consider only the Pg; power above and
not the Ppump_pOWﬂr. Similarly, the POWEL mepe”er, for

example from a turbine mixer, may be represented as:
Pimpelier=1% CppAy> (i.e., turbine, etc.)

where

Cpis the drag coefficient (e.g., ~ 1.8 for flat paddles)

p 1s the fluid density,

A is the area of impeller blade perpendicular to mo-

tion, and
v is the relative velocity of impeller and the fluid
(=0.5 to 0.75 times impeller velocity) (tip speed)

The mixing and oxygen introduction in the treatment
zones is preferably accomplished through the use of
gas-liquid contacting means for utilizing a pressurized
liquid source to provide gas-liquid mixing energy to
transfer oxygen into the mixed liquor and to mix the
aeration zone to maintain the mixed liquor solids in
suspension. Such gas-liquid contacting means will also
generally utilize a pressurized oxygen source, which is
either air or relatively pure oxygen, as will be explained
in more detail hereinafter. Gas-liquid contacting means
which provide a jet of intimately mixed gas and motive
liquid are particularly adapted for tank mixing and oxy-
genation efficiency, and such contactors which provide
a linear or radial array of gas-liquid jets adjacent the
bottom of the aeration zone are particularly desirable,
such as those described in U.S. Pat. Nos. 3,897,000 and
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3,951,344. The gas-liquid contactors should best be

capable of operating in the aeration zone at an oxygena-
tion efficiency of at least about 2 pounds of dissolved

oxygen per horsepower-hour of energy supplied to the

gas-liquid contactor, and more preferably, at least about 5

3 pounds per hp-hr. for air as the oxygen source. The
gas-liquid contactors for pure oxygen introduction

should best have an oxygenation efficiency of 6 pounds

per hp-hr. Moreover the aeration system must have the -

capability of providing a specific oxygenation intensity,
R,, equal to or greater than the oxygen uptake rate (20
mg/l-hr or greater) and mixing must be adequate to
insure no portion of the treatment zone(s) is oxygen
limiting, X

In such systems, power is Sllpplled as motive stream
and gas input pressure to the gas-liquid contactors
- under flow conditions, and the oxygenating capacity
may be maximized for jet aerators at a particular air-lig-
uid flow ratio. In accordance with conventional prac-
tice, the aeration basin design may be such that aeration
basin mixed liquor is recirculated through gas-liquid
contactors by pumps, which provide a predetermmed

10

15

20

degree of mixing intensity. Compressed air may be in-

troduced to the aeration basin stages by means of the
gas-liquid contactors, in which higher pressured mixed
liquor entrains the air and dlscharges the mixture
through the jet nozzles. The result is extremely efficient
oxygen transfer due to the very small bubble size and
longer bubble detention time in the basin. The amount
of oxygen supplied to the basin can be monitored and
controlled for optimum power usage. {[Huang, J. Y. C.
and M. G. Mandt, “Jet Aeration Theory & Applica-
tion”, presented at the 28th Industrial Waste Confer-
ence, Purdue University, Lafayette, Ind., 1973].

In the final tank stage of each aeration basin train,
gas-liquid contactors are supplied at least in part with

relatively pure oxygen such as vaporized liquid oxygen

(LOX) in lieu of atmospheric oxygen. The amount of

such relatively pure oxygen introduced to the final
- basin can also be monitored and controlled to maintain
optimum dissolved oxygen levels. Furthermore, as pre-
viously discussed, the mixing intensity in the final oxy-
gen tank may be controlled to achieve optimum floc
growth for settling in the final clarifier. Variable speed

pumps may be used in the control of mixing mten:nty in

the final basin.
The treated, high DO mlxed-hquor effluent from the

last aeration basin tank stage is conducted to a clarifier

which provides return sludge component for return to
the first aeration tank or zone, and clarified effluent.

Having generally described the invention, various
features of the invention will now be more particularly
described with regard to the embodiment 10 of sewage
treatment apparatus illustrated in FIGS. 2 through 4.

FIG. 2 1s a top view of the sewage treatment system
10, which comprises a plurality of staged sewage aera-
tion trains 12, 13, 14, 15, 16, 17, 18, 19 into which raw or
pretreated sewage influent may be introduced from
influent channel 11. Each of the aeration trains com-
prises a plurality of treatment tanks or basins, as shown
in more detail in FIG. 3, which is a perspective view of
staged aeration tank train 12. Depending on the sewage
influent flow rate, the influent may be directed to one or
‘more of the aeration tank trains by means of suitable
inlet gates from influent channel 11 to the respective
adjacent tank units of the respective trains.

As shown in FIG. 3, the aeration tank train 12 com-
prises a plurality of tanks 32, 34, 36, 38, each of which

25

30

6

is provided with . gas-liquid contacting means for inti-
mately dispersing air or oxygen in a liquid jetstream
below the liquid surface of the tank. The illustrated
gas-liquid contactors 40, 42 are model 200 JA eddy mix
jet aeration cluster mixers as supplied by the Pentech
Division of Houdaille Industries, Inc. Each of the tanks
has a volume of 44,340 ft3 (16.5' depth) to provide a
hydraulic detention time of 0.665 hours at a design
influent flow rate of 95 MGD (0.665 X 4 equals 2.66 hrs.
for each train of four tanks or stages).

Sewage influent to be treated enters the upstream
tank 32, and is subjected to complete-mix aeration con-
ditions in the tank provided by a plurality of gas-liquid
contactor modules 40 which are adapted to achieve
intimate mixing of air with a fluid motive stream, and
for maintaining effectively homogenous mixing condi-

- tions in the tank 32. In the illustrated embodiment 12,

the gas-liquid contactors 40 are each circular in shape
and comprise twelve radially directed, equally spaced
jets. The jet gas-liquid contactor comprises an inner
chamber to which a motive liquid (in this case mixed
liquor from the tank 32, influent raw sewage, or both) is
applied under pressure by means of a plurality of suit-
able mixed liquor recycle pumps 33. In the case of the
air liquor contactors 40, the sewage motive liquid exits
the inner chamber through an inner nozzle, and entrains

air, which is provided under pressure in an outer cham-

ber to provide an intimate air-liquid mixture. This mix-
ture i1s then released, under pressure, to the aeration
basin through an outer nozzle. This double nozzle ar-

- rangement provides very small bubbles and creates an

35

40

“eddy mix” effect by turbulently rolling the mixed li-
quor in the aeration tank or basin 32. A plurality of the
jet gas-liquid contactors 40 may be provided in the basin
32 to provide a predetermined degree of oxygen trans-
fer and mixing, as will be discussed in more detail here-
inafter. : |

As indicated, sewage pumps such as dry pit or sub-
mersible centrifugal pumps are utilized to deliver sew-
age influent, mixed liquor, or return of activated sludge

- to the jet gas-liquid contactors 40. Variable speed

45

pumps may be used to control mixing intensity and
bubble size and, utilimately, oxygen transfer. The
pumps are matched to the jet gas-liquid contactors for
optimum pressure and discharge parameters.

As: also indicated, pressurized air is supplied to the
gas-liquid contactors, and in this connection, air com-

~ pressors such as positive displacement or centrifugal

50

53

blowers are utilized to deliver the pressurized air to the
jet gas-liquid contactors at the correct flow rate and
pressure. Centrifugal blowers are preferred for higher
oxygenation requirements and to provide for throttling
capabilities, so that power consumption may be reduc-
ing during periods when oxygen demand is reduced.
In the illustrated embodiment (FIG. 2) three air com-

- pressors are uttlized which are capable of delivering

- variable atmospheric oxygen flow rates of up to

60

1,490,000 pounds of oxygen per day.

- The illustrated embodiment is adapted to accommo-
date an average influent flow of 95 million gallons per
day (MGD) having a monthly maximum 5 day biologi-
cal oxygen demand (BODs) of 319 mg/liter, and an

- average BODs of 249 mg/liter. Each of the trains 12-19

65

are substantially identical in operation and capacity, and
under full load conditions would each process one
eighth of the influent. The following description of

treatment train 12 may be applied equally to trains
13-19. |
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Raw influent and return sludge are introduced into

the first tank 32 of the train 12 containing the mixed

liquor of the activated sludge treatment process. The

first aeration basin tank 32 of train 12 is adapted to

provide the mixed liquor therein with an available pro-
cess oxygen supply of 320 pounds per hour, with an

oxygen uptake of 230 pounds per hour under conditions

as will be further discussed. The mixed liquor in tank 32

1s maintained in effectively homogenized mixing condi-

tions by the fluid power input from the gas-liquid con-
tactors 40. Each pair of the- gas-liquid contactors is
supplied with pressurized mixed liquor by means of a 32
HP pump 33 as shown in the drawings, and may be

supplied with up to 100 HP of air (50 HP of air for each
contactor 40). The mixed liquor in tank 32 is capable

under the conditions stated to reduce the design BODs
level to about 157 mg/liter or less. The jet gas-liquid

J

8

The final tank oxygen supply system comprises at
least one liquid oxygen storage tank, a vaporizer unit,
and a larger jet gas-liquid contactor 42 than those used
in tanks 32, 34, 36.

“The gas-liquid contactors 42 are supplled with pres-
surized mixed liquor from the final tank 38 by means of

- suitable pumps, and maintain the final tank in an effec-

i0

15

contactors 40 impart mixing energy with a horizontal

- component direction at the bottom level of the tank 32

with fine gas bubble rise throughout the basin, to pro-

vide rapid turnover of the mixed liquor and DO homo-

geneity. Also, surface spray and mist are substantially
minimized. Dissolved oxygen homogeneity is impor-
tant, as is sufficient mixing intensity. However, it should
be noted that mixing intensity is reduced under high
DO conditions near the end of the treatment train to
allow better floc growth for settling while keeping the
basin properly mixed so that the floc remains in suspen-

20

25

sion and adequate DO and DO homogeneity are main- '

tained. This requires a high specific oxygenation capa-
bility which is provided by the aerobic treatment sys-
tems in accordance with the present invention. Mixed
liquor from the first tank 32 of the aeration basin course
12 is conducted to the second tank 34 of the course. The
aeration tank 34 is substantially like the first tank 32 in
construction and similarly utilizes a plurality of gas-lig-

30

35

uid contactors 40 which are substantially identical to

those of tank 32.

The second tank 34 accordingly has a design process
oxygen supply rate of 320 pounds per hour, like that of
tank 32. However, the mixed liquor in the second tank
34 will reduce a substantially lower BODs than the
preceeding tank 32, which in the illustrated embodi-
ment is to a BODs of about 78 mg/liter, such that the
design oxygen uptake rate it about 118 pounds per hour.
As in the case of the influent tank 32, the motive stream
energy input is utilized to provide effectively continu-
ous mixing of the mixed liquor in the tank 34. Mixed
liquor from tank 34 is conducted to a third serial treat-
ment tank 36, which is similarly provided with gas-liq-
uid contactors substantially identical to those of tanks
32, 34. Accordingly, a process oxygen supply rate of
320 pounds of oxygen per hour is provided to tank 36.
However, the oxygen uptake rate in the illustrated em-
bodiment, in view of the previous oxygenation treat-
ment provided in tanks 32, 34 is about 60 pounds per
hour in the illustrated embodiment, which is substan-
tially less than that of tanks 32, 34.

The mixed liquor in the third tank 36 is effectively
homogenously mixed by the directional and turbulent
energy of the fluid jets from the gas-liquid contractors
40 in the tank 36, and a portion of this mixed liquor with
a remaining BODs of about 39 mg/liter is conducted to
the final aeration treatment tank 38. |

The final aeration treatment tank is prowded with
gas-liquid contactors of somewhat different design and
- which are provided with oxygen, rather than air, as the

secondary gas stream. |

40
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tively homogenously mixed state. The gas-liquid con-
tactor 42 i1s provided with a process oxygen supply rate
of 9 pounds of oxygen per hour, and the tank has an
oxygen uptake rate of about 22 pounds of oxygen per
hour. Through the use of pure oxygen, the mixed liquor
of the final tank 38 is further provided with a high dis-
solved oxygen content (DO) of about 6 mg/liter at
design conditions, and the BODs of the tank is main-

tained at less than 25 mg/liter.

Basin water depth, tank geometry, and pump and
blower efficiencies are among the factors taken into
account in determining jet gas-liquid contactor perfor-
mance and component selection. [Shell, G. L,
AWARE report, September, 1975] AtmOSpherlc OXYy-
gen absorption efficiencies for tanks 32, 34, 36 in the
range of 20 to 25 percent may be provided for medium
depth basins using jet gas-liquid contactors such as
those of the Pentech Division of Houdaille Industries,
with oxygenation capacxtlcs of greater than 3 Ibs.
O2/Bhp-hr.

In the case of high purity oxygen utilization in the

final tank 38, the jet gas-liquid contactors provide
greater than 90 percent absorption efficiencies (e.g.,
measured in tap water at standard conditions). Of
course, the absorption efficiency will vary with water
depth and vaporized liquid oxygen feed rate.
By utilizing the oxygen transfer models in conjunc-
tion with specific waste water parameters such as the
oxygen transfer coefficient (a), oxygen saturation coef-
ficient (), and waste water temperature, and account-
ing for site conditions such as elevation, and process
conditions such as the amount of oxygen required for
cell synthesis and endogenous respiration, organic load-
ing rate, and residual dissolved oxygen required, the
standard oxygen requirement can be calculated for a
system such as that of FIGS. 2-4 of the drawings. A
biological growth kinetic analysis may then be per-
formed to insure that the system is not either growth or
oxygen limited, which limits could possibly give an
undesirable removal efficiency.

The oxygen uptake rate may be evaluated from ki-
netic coefficients determined for the waste water to be
treated, in a manner based on the work of Eckenfelder
and O’Connor [Eckenfelder, W. W, Jr., and D. J. O’-
Connor, Biological Waste Treatment, Pergamon, New
York, 1961]. The amount of oxygen required for cell
synthesis may be represented in the following manner:

Substrate 4 b Oy—Cells 4+ CO3 +H»0) (1)

where

0.45 Ibs Oj required
Ibs BODs removed

—
——

Similarly, the amount of oxygen required for endoge-

nous respiration may be represented as:

Cells4-a (Oh CO34+H0 4 oxidized form (2)

where
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. Cells + a Oy COy + HyO + oxidized form
Ibs O3 required

Ibs VSS oxidized

2)

where a= 1.42

| - 5
The oxygen uptake rate, U, may be defined as the
amount of oxygen required by the cells of the mixed
liquor organisms in mg/1-day. Accordingly, the rate of
oxygen uptake per day may be represented as:

10

Ibs O3 uptake -
 day

_ b [substrate removed] -+

U¥ = g [cells oxidized]

Where ¥ is the basm volume in cublc feet | s

Accordingly:
- UN=bQ(So—S1)+a kax¥ (3)
where:
Q is the waste water flow rate in ft3/hour 20

So 1s the influent substrate concentration in mg/liter
81 1s the effluent substrate concentration in mg/liter
K4 is the endogenous respiration coefficient
X 1s the concentration of volatile suspended solids
(VSS) in the basin.
Equation (3) may be simplified to provide representa-
tion of the oxygen uptake rate, U, as follows:

25

(4)

U = bg—(S[}-.—.Sl) _+ﬂkdx 30

= b (So — S) 5~ + a kax

1b..a.a'here @ is the hydraulic retention time (= ¥/Q). The
substrate removal rate, q, may be shown to equal
(So—S1)/x% and by appropriate substitution in Equa-

tion (4), the oxygen uptake rate U may be further repre-
sented as: |

35

U= b(So— S0 5 +aka(So— $)—5— 3

which may be rewritten as follows for purposes of sub-
sequent substitutions:

45

U=-6!—(So—31)[b+%akd] ©)

By utilizing the Monod [Monod, J., “The Growth of
Bacterial Cultures”, Annual Review of Microbiology, 3, 50

371, 1949] growth equation, the substrate removal rate
may be represented as:

. max S |

3 (™
T YK T+ 5D 55
‘where: |
i max is the ma-.xunum Spemﬁc growth rate of the
cells .
Y 1s the yield coefficient, and 60

Ks1s the Monod half-velocity coefﬁment

By appropriate substitution of the Monod Equatlon (7),
Equation (6) becomes

(8) 65

Y(So — S1) (K5 + S1) [

b p max S
@ 1 max Sy

kd + VK, 7 S

10

Equation (8) may be used to calculate the expected
oxygen uptake rate for a given substrate removal effi-
ciency.

Substrate removal efficiency as a function of biologi-
cal growth rate in the system may be similarly repre-
sented and quantified, such that the system can be pro-
vided which is not limited by cell growth for a required
effluent quality. Such representation may be based on a

conventional equation relating growth to the mean cell
residence time, @,:

1/8c=p—kg=Yq—kgq )

where p is the specific growth rate (and other parame-

ters are as previously defined). Equatlon (9) may be
further represented as:

where X, is the amount of effluent solids from the SeC-
ondary clarifier in mg/liter. Accordingly,

OXo=X ¥ (¥Yg-kg4) (11

However,

_ (S0 — S1)
B q

(12)

Substituting Equation (12) and Equation (7) into Equa-
tion (11), a representation of the rate of the product of
the flow rate Q and the effluent solids X, may be pro-
vided as:

(XSo —

S1) Y (K + Sk
YOS — §) — ) Y ( k4

p max S

o, = (13)

By taking the partial differential of the mass of solids
exiting the system with respect to the effluent substrate

- concentration, setting this partial derivative equal to

zero, and solving for the effluent concentration, the

- following expression is obtained:

. (14)
\ I deO ks
S = L
pmax — kg4

Equation (14) may be shown to be a maxima of the
function described by Equation (13) by taking the sec-
ond parallel derivative as follows:

A0X)  __YkiQ Soks (15)
328) 1 max S;>

- As Equation (15) is less than zero, Equation (14) is

shown to be a maxima value, and the system 10 is shown
to be not limited by cell growth for a required effluent
quality.

Various advantages which have been conventionally

“asserted in the art for using high purity oxygen for

domestic waste water treatment include better liquid-

‘sohid separation in the final clarifier, reduced sludge

production, and higher substrate removal rates. Such
advantages are said to arise from the elevated dissolved

oxygen (DO) levels, typically greater than 4 mg/llter,
surrounding the floc. |
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The system 10 illustrated in FIGS. 2-4 is provided
with eight flow trains 12, 13, 14, 15, 16, 17, 18, 19, each
train comprising four completely mixed tanks in series
flow connection, as shown in FIG. 3. Each of the first
three tanks, or basins in each train is provided with a
plurality of four jet gas-liquid contactors spaced equally
on the floor of the basin. The contactors 40 utilize pres-
surized mixed liquor from their respective tank supplied
by suitable recirculation pumps, as the motive fluid. Air
supplied by centrifugal compressors is utilized as the
secondary fluid. The mixed liquor and air flow rates
through the contactors in the illustrated embodiment
are optimally designed to transfer 500 pounds of stan-
dard oxygen per hour to each stage (2000 standard
pounds of oxygen per hour per 4-stage tank) at an ab-
sorption efficiency exceeding 20%, which is adequate
to treat design maximum monthly conditions of a
BODs loading of about 320 mg/liter of domestic waste
water. The air flow rate may, however, be adjusted to
supply a reduced amount of oxygen during lower de-
mand periods, which can be monitored by measuring
the residual DO in each tank basin. Such a reduced air
compressor flow rate will decrease power consumption
and increase absorption efficiency under reduced treat-
ment conditions.

In four-tank trains, it will generally be desirable to
have at least 50% of the influent BODsconsumed in the

first influent tank, so that mixed liquor conducted from
the first tank has less than 50% of the BODs of the

10

15

20

25

influent to the tank (under equilibrium conditions of 30

constant influent flow rate and BODs). The initial tank
in each train of the illustrated embodiment 10 are de-
signed to remove at least about 50% of the BODs of the
influent flowing into the respective train through the
use of atmospheric air as the oxygen source. The second
tank receiving mixed liquor from the first tank should
similarly be adapted to provide sufficient mixing, hy-
draulic retention time and atmospheric oxygen supply
to remove at least 50% of the BODs content of the
mixed liquor conducted into the basin for the first tank,
and the third tank should similarly be adapted to con-
sume at least 50% of the BODs content of the mixed
liquor directed into the third tank from the second tank.
Further, by the staged treatment of the aeration train in
the illustrated embodiment 10, mixed liquor conducted
from the third tank into the fourth tank is subjected to
substantial mixing and aeration treatment pursuant to
which at least 87.5% of the original BODs has been
removed by treatment with relatively inexpensive at-
mosheric air.

The final tank of each train is provided with one jet
gas-liquid contactor 40 of the type used in the previous
tanks of the respective train, which is supplied with
atmosheric air as an oxygen source. The final tank is,
however, further provided with an additional gas-liquid
contactor 42 which 1s provided with substantially pure
oxygen as the secondary fluid. The pure oxygen gas-lig-
uid contactor 42 in the illustrated embodiment is larger
than the atmospheric air contactors 40 and operates
somewhat differently. In operation, vaporized liquid
oxygen 1s injected into the liquid line and a variable
speed pump 1s used to control the mixing intensity. The
absorption efficiency of the oxygen provided by the
contactors 42 1s generally greater than 90%. In the
illustrated embodiment 10, one to two tons of liquid
oxygen are utilized and the utilization of oxygen is suffi-
- clent to elevate the DO concentration of the final train
tanks to 6 mg/1 during design flow conditions. Conven-

35

45

50

53

65
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tional jet gas-liquid contactor systems have for example,
treated municipal waste water to an average effluent
BODs concentration of 26 mg/1 while loaded at an
organic loading rate of about 125 lbs/day-1000 cu. ft.,
and an average hydraulic detention time of 1.79 hours.
The corresponding parameters of the illustrated system
10 are 140 1bs/day-1000 cu. ft. and 2.66 hours, respec-
tively.

Accordingly, because the BODs demand in the final
tank is relatively small, a relatively high dissolved oxy-
gen content may be maintained in the final tank through
the use of a relatively small amount of pure oxygen.

Furthermore, in addition to the relatively high dis-
solved oxygen content of the mixed liquor in the final
tank, a somewhat lower degree of tank mixing is pro-
vided in the final tank than in the preceeding tanks by
virtue of the use of only a single atmospheric air gas-lig-
uid contactor 40 and a single pure oxygen gas-liquid
contactor 42 in the final tanks. The mixing intensity is
still sufficient to maintain substantially homogenous
dissolved oxygen content in the tank (particularly in
view of the reduced level of biological oxygen demand)
but provides an environment which i1s more conductive
to the initiation of floc development than the preceed-
ing tanks having lower DO content and higher mixing
rates. In this connection, the mixing energy input to the
final tank in the illustrated embodiment will generally
be maintained at a level of about 50% of the mixing
input of the respective preceeding tanks to the train.

The operation of the illustrated system may be more
specifically described with reference to various kinetic
parameters. In this connection, at average flow of 95
MGD, the hydraulic detention time in each tank basis is
about 0.665 hours. By assuming other necessary kinetic
coefficients for each tank and using these values to solve
Equation (8), supra, the oxygen uptake rate can be esti-
mated. This value can be compared to the amount of
oxygen supplied to indicate whether the system may be
oxygen limited. The assumed kinetic coefficients (typi-
cal values reported for domestic waste water) are:

u max=38 day—!

K;=100 mg/1

Y=0.8

50% BODs removal in tanks 1, 2, and 3

36% BODsremoval in tank 4

The endogenous respiration rate, kg, is varied for each
tank since self consumption will increase as detention
time in the system increases.

For the first tank 32, the endogenous respiration rate, -
ks may be assumed to be zero. This gives a substrate
utilization rate of 1.2 day—1. Solving Equation (8) yields
an oxygen uptake rate of 230 lbs. Oz/hour. Similarly, by
using kg values of 0.02 day—!, 0.03 day—!, and 0.05
day—! for the second, third, and fourth basins respec-
tively, the specific growth rates and oxygen uptake
rates are calculated to be: 0.76 day—! and 118 1bs. Oy/-
hour for the second tank 34, 0.38 day—! and 60 lbs.
Oy/hour for the third tank 36, and 0.14 day—! and 22
Ibs. Oy2/hour for the final tank 38. Since in excess of 320
Ibs. Oz/hour of actual oxygen are supplied to each tank
in the illustrated embodiment, the system is not oxygen
limited.

By taking a macroscopic view of the entire four-stage
train, and using conservative literature values of kinetic
coefficients (i.e., u max=8 day—!, k,=500 mg/],
Y =0.8, and k;=0.03 day—!) and an influent BODs
concentration of 314 mg/l; Equation (14) provides an
effluent BODs concentration of 25 mg/l. The actual
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concentration that will be achieved during operation of

the system at any particular time will, of course, depend
- on actual growth rates and the efﬁc:ency of the final
clarifier.

However, because Equatlon (14) is based on the effi- §
ciency of a single completely mixed tank, a plurality of
-senially arranged tanks as shown in the illustrated em-
bodiment will provide a substantially more efficient
process than indicated by Equation (14). {Levenspiel,
O., Chemical Reaction Engmeermg, Wiley, New York,
1967] Accordingly, it is apparent that the illustrated
system is an efficient system that is neither oxygen nor
growth limited. |

Thus, the illustrated system will provide substantially
the same degree of treatment as a conventional high
purity oxygen system of the type illustrated in FIG. 1,
with less than 10% of the high purity oxygen require-
‘ment and concommitant power and capital cost of cryo-
genic or other oxygen separation equipment and facili-
ties. In this connection, the illustrated system 10 utilizes
about 98% atmospheric oxygen and about two percent
pure oxygen (in the form of vaporized liquid oxygen) as
oxygen sources to give several marked advantages in
the treatment of waste water. By .using atmospheric
oxygen for the predominant portion of the oxygen re-
quirement, cryogenic plants, with their operational and

10

14

tions may be made based on the present disclosure with-
out departing from.the spirit and scope of the present
invention, and are intended to be included within the
scope of the following claims.

For example, while the illustrated embodiment has
trains comprising four serially arranged treatment tanks
including a single final tank supplied with pure oxygen,

_ other numbers of tanks may be provided such as eight

serial complete mix tanks having two final oxygen sup-
plied tanks. Furthermore, while the illustrated aeration

- basin embodiment has both air and ‘oxygen supplied

15

gas-liquid contactors in the final stages and is not cov-
ered, final stages may be provided which are supphed

- solely with relatively pure oxygen and/or air in which

at Jeast the final stages are covered. In this case, oxygen

rich atmosphere from the final tanks may be recovered

20

25

maintenance requirements, may be eliminated. The use

of vaporized liquid oxygen as a pure oxygen source for
the final tank, with its high absorption efficiency, allows
for a lower energy density in the final tank, and, accord-
ingly, a better settling floc and higher effluent DO.
The power required by the illustrated system includ-
. Ing the power utilized by the various compressors and
pumps, 1s about 2770 kw or less at design conditions or

3404 kw or less at maximum monthly conditions for an

illustrated basin water depth of 16.5 feet. A conven-
tional high purity oxygen system such as illustrated in
FIG. 1 would consume substantially higher amounts of
power at such design conditions. Moreover, because the
additional freeboard required by high purity oxygen
systems 18 not necessary in the illustrated embodiment,
the basin water depth may be increased to a higher level
such as about 19.5 feet. Through the increased basin
depth utilization permitted by the present system, the
power required for the same amount of oxygen transfer
may be reduced to a level of about 2500 kw or less at
design conditions or about 2981 kw or less at maximum

30

35

40

45

monthly conditions. The power savings effected by the

illustrated treatment system over a comparable pure
oxygen system at design conditions is about 603 kw for
a 16.5 foot depth (allowing a 31 kw power equivalent

for the purchase of liquid oxygen), or about 873 kw for
a 19.5 foot basin depth.

Jet gas-liquid contactors of the type utilized in the
system 10 have proven to be one of the most efficient

50

55

oxygen transfer devices currently available, both in

terms of transfer efficiency and power consumption.
Accordingly, a lower operation cost is effected.

Accordingly, it will be appreciated that through the
provision of the present invention, methods and appara-
tus are provided which represent improvements in
waste water treatment systems, and in particular, sys-
tems utilizing pure oxygen and providing a treated
mixed liquor effluent having a relatively high dissolved
oxygen content.

65

While the present invention has been specifically

described with respect to a specific embodiment, it will

be appreciated that various modifications and adapta-

to the air intake of the compressors for the air supplied
gas-liquid contactors.
~ Various of the features of the present invention are
set forth in the following claims.
What is claimed is:
- 1. In a method of the activated sludge type for treat-
ing sewage in which raw or pretreated sewage influent
to be treated is introduced into a series of staged aera-
tion zones, mixed with recycled sludge and aerated in
sald zones, the improvement comprising the steps of
- introducing said influent to be treated into a first zone
‘of one or more sequentially connected initial aera-
tion zones having a predetermined hydraulic vol-
ume corresponding to a predetermined hydraulic
retention time under influent flow conditions of
about 3.5 hours or less,
introducing air into said initial zones under conditions
of high rate mixing as indicated by an energy dissi-
pation rate E greater than about 100 horsepower
per million gallons of volume of said initial zones
and a mean velocity gradient G in said zones
greater than about 100 seconds—! to provide an
oxygenation intensity rate of at least 20 mg/1-hr in
said initial aeration zones which is at least equal to
the oxygen uptake rate within said initial treatment
zones such that said initial treatment zones are not
oxygen limited, and to reduce the BODs of influent
passing through said initial treatment zones by at
least about 90% by effectively homogenous atmo-
spheric oxygen aeration
- conducting effluent from said initial treatment zones
which retains less than about 10 percent of the
BOD:s of said influent to a final treatment oxygena-
tion zone having a mean velocity gradient of no
more than about 100 sec—! and an energy dissipa-
tion rate of less than about 60 horsepower per mil-
lion gallons,
introducing substantially pure oxygen into said final
treatment oxygenation zone and maintaining a dis-
solved oxygen content in said final treatment zone
of at least about 3 mg/liter, said final treatment
zone having a hydraulic retention time of from
about 5 to about 35% of the total retention time of
said staged aeration zones,
subjecting the effluent from said final treatment zone
to a solids liquid separation step, returning at least
a portion of the separated solids to said first treat-
ment zone and discharging the clarified liquid to
subsequent treatment or final discharge.
2. The method of claim 1 when said final treatment
zone has 10% to 35% of the total hydraulic retention
time of said staged aeration zones.
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3. The method of claim 1 where said final treatment
zone has a hydraulic retention time of from about 12
minutes to about 60 minutes. | |

4. The method of claim 1 wherein no more than 10%
of the total oxygen requirement for all said zones is
provided by high purity oxygen. |

5. The method of claim 1 where at least 65% oxida-
tion of incoming oxygen demanding load exerted within
said aeration zones is satisfied in said first treatment
zone.

6. The method of claim 1 wherein the energy dissipa-
tion rate is less than 60 Hp/MG in said final oxygena-
tion zone.

7. A method of treating sewage of the activated
sludge type, consisting of introducing raw or pretreated
sewage into an aeration basin or tankage, mixing said
basin or tankage, adding oxygen to said basin or tank-
age, at least 80% of said oxygen being in the form of

10

15

atmospheric oxygen, said basin or tankage having at 20

least two treatment zones comprising a first zone having
a limited retention time such that an oxygen uptake rate
U of at least 20 mg/liter-hour is exerted within said first
treatment zone providing a specific oxygenation inten-
sity V, in said first zone equal to or greater than the
oxygen uptake rate within said first treatment zone such
that said first treatment zone is not oxygen limited, and
a final treatment zone having a mean velocity gradient,

G>=V Py/Vouz, of no more than 100 sec—! within
said second or final treatment zone where

P2=net power transferred to the liquid within the
second treatment zone

Va2=volume of second treatment zone

uz=dynamic viscosity of liquid in the second treat-

ment zone

25

16

subjecting the influent from said final treatment zone to
a solids liquid separation step, returning at least a por-
tion of the separated solids from said separation step to
said first treatment zone and discharging the clarified
liquid from said separation step.

8. The method of claim 7 when said final treatment
zone has 10% to 35% of the total hydraulic retention
time of said basin or tankage.

9. The method of claim 7 where said final treatment
zone has a hydraulic retention time of 12 minutes to 60
minutes.

10. The method of claim 7 where said first treatment
zone has a hydraulic retention time of 3.5 hours or less.

11. The method of claim 7 where the dissolved oxy-
gen in said second or final treatment zone is maintained
at 3 mg/liter or more. -

12. The method of claim 11 where high purity oxygen
is used in the final treatment zone to increase the oxygen
transfer efficiency so that the mean velocity gradient,

G, is maintained below 100 sec—1.

13. The method of claim 12 where no more than 10%
of the total oxygen requirement for all zones is provided
by high purity oxygen. |

14. The method of claim 7 where at least 65% oxida-
tion of incoming oxygen demanding load exerted within
said basin or tankage is satisfied in said first treatment
zone.

15. The method of claim 7 wherein said first treat-
ment zone has a mean velocity gradient, G, of greater
than 100 sec—1. |

16. The method of claim 7 when the total energy

- dissipation rate, E=P/¥, in said first treatment zone is

35
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greater than 100 Hp/MG and in the final treatment zone
is less than 60 Hp/MG. .
%

% ® %
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